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Epitome 



(57) [Abstract] (******) 

[Objects of the Invention] In order to form the elastic leg hole which suits the 
circumference of a thigh in manufacture of a disposable diaper, the elastic member 
under expanding is certainly pasted up on the straight leg hole. 

[Elements of the Invention] Set a gap to an inside of the continuation web 27 in the 
length direction, and adhesives are annularly applied to rt While supplying the 
continuation elastic members 25A and 25B for the circumferences of a foot of a pair 
to a letter of a sign curve through a traverse means so that it may paste up along 
with these focal contact 30a Sequential manufacture of each trousers 1 is carried 
out by putting another continuation web on an inside of this web, joining to it, 
constituting a compound web, excising a portion surrounded on the inner 
circumference edge of focal contact 30a in this compound web, and carrying out 
sequential cutting of this compound web crosswise [ each / focal contact 30a 
center line up ]. 
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CLAIMS 



[Claim(s)] 

[Claim 1] A manufacture method of disposable trousers including the following 
production process. 

a. Estrange in an inside central region of the 1st continuation web moved to an 
assembly station in the length direction, and prepare annular focal contact in it one 
by one. 

b. Continuously, moreover assemble these elastic members and introduce the 1st 
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and 2nd continuation elastic member thinner than the band-like adhesives spreading 
width of face which forms said annular focal contact in said inside central region of 
said 1st continuation web to a station, this 1st continuation elastic member — said 
annular focal contact — a semicircle is made to meet mostly and let this 2nd 
continuation elastic member cross between remaining each of said annular focal 
contact which adjoins this 1st and 2nd continuation elastic member while making a 
semicircle meet mostly and pasting each up of said annular focal contact 

c. Carry out superposition adhesion of the inside of the 2nd continuation web which 
assembles to said inside of said 1st continuation web, and moves to a station, and 
constitute a continuation compound web. 

d. After this production process, a portion between each intersection which said 1st 
and 2nd continuation elastic member adjoins is cut, and shrink this portion until it 
finishes a production process of said c. 

e. Fold up said continuation compound web to two through the length direction 
center line. 

f. Excise said continuation compound web portion located inside each annular region 
formed by said 1st and 2nd continuation elastic member pasted up along with said 
annular focal contact and this in either of the production processes of a publication 
in said c or e term, and form notching for leg holes. 

g. While crossing said folded-up continuation compound web crosswise [ the ], 
prepare a band-like seal region between a center section of said notching for leg 
holes, and one side edge of said compound web equivalent to a waist line, and 
constitute continuation trousers. 

h. Deal in trousers of each [ dividing said continuation trousers crosswise / of these 
continuation trousers / so that it may be divided into two in the length direction of 
said continuation compound web in said band-like seal region ]. 

[Claim 2] A manufacture method according to claim 1 which prepares band-like focal 
contact before a production process of said c along with one [ at least ] inside 
edges on both sides of said 1st continuation web and the 2nd continuation web, 
introduces the 3rd continuation elastic member between inside edges on both sides 
of said 1st continuation web and said 2nd continuation web, and is pasted up along 
with said band-like focal contact. 

[Claim 3] A manufacture method according to claim 1 of pasting up said 2nd annular 
focal contact on said 1st and 2nd continuation elastic member which prepared 2nd 
annular focal contact which agrees with said annular focal contact in an inside of 
said 1 st continuation web before a production process of said c, and was pasted up 
on said 1st annular focal contact at a production process of said c. 
[Claim 4] A manufacture method according to claim 1 which arranges a sandglass 
mold absorptivity core between said annular focal contact which adjoins before piling 
up said 1 st and 2nd continuation web. 

[Claim 5] A manufacture method according to claim 1 using a fiber nonwoven fabric 
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as what is at least one side of said 1st and 2nd continuation web, and forms an 
inside of trousers. 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to the manufacture method of a 
trousers mold diaper and the sweat pants for small children in more detail about 
disposable trousers. 
[0002] 

[The conventional technology and Object of the Invention] Conventionally, as the 
manufacture method of this kind of trousers, there are some which are known by 
JP,57-77304,A and JP,57-1 17602,A. Such technology is indicating the method of 
attaching along with the curve of a leg hole in order to make good the method of 
attaching an elastic member in the waist hole and leg hole of trousers, and, 
especially as opposed to circumference of wearer's foot fit nature. 
[0003] The main part of trousers is continuously manufactured from a web, in order 
to attach an elastic member in the part which should serve as a waist hole of this 
web, and a leg hole continuously, it is necessary to paste up a continuation elastic 
member on a continuation web continuously with adhesives in the condition of 
having extended for the necessary scale factor but, and with said conventional 
technology, where adhesives are applied to a continuation elastic member, a 
continuation web is pasted. 

[0004] When a web is pasted incurvatiiig an elastic member in order to make a 
straight leg hole meet, an elastic member may be displaced and pasted up from the 
predetermined part of the web which should show the disposition which is going to 
return to a straight line condition in the contraction operation, therefore should be 
pasted up. When the surface pastes up the elastic member [ as / in said 
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conventional technology ] which applied adhesives beforehand for plastic film an 
appropriate place on the fiber nonwoven fabric which is not smooth, since the 
adhesion condition is not so good, an elastic member may start said displacement, 
therefore a difficulty is in high-speed processing. Moreover, while a certain amount 
of adhesives adheres to a traverse means, is stripped off by it and the adhesion 
effect falls to it since the elastic member to which adhesives were applied will pass 
a traverse means to it when controlling an elastic member by the traverse means, 
although an elastic member is continuously incurvated to a web and it pastes up, 
there is complicatedness that the passage portion of a traverse means must always 
be cleaned. 

[0005] The main purpose of this invention is the size (width of face) of an elastic 
member to the part concerned which should form the leg hole of a web. It is in 
offering the manufacture method of the disposable trousers which can solve the 
technical problem which said conventional technology has by pasting up an elastic 
member along with annular focal contact which applied adhesives to band-like widely. 
[0006] 

[Means for Solving the Problem] this invention method for attaining said purpose 
includes the following production process. 

[0007] a. Estrange in an inside central region of the 1 st continuation web moved to 
an assembly station in the length direction, and prepare annular focal contact in it 
one by one. 

[0008] b. Continuously, moreover assemble these elastic members and introduce the 
1st and 2nd continuation elastic member thinner than the band-like adhesives 
spreading width of face which forms said annular focal contact in said inside central 
region of said 1st continuation web to a station, this 1st continuation elastic member 
— said annular focal contact — a semicircle is made to meet mostly and let this 
2nd continuation elastic member cross between remaining each of said annular focal 
contact which adjoins this 1st and 2nd continuation elastic member while making a 
semicircle meet mostly and pasting each up of said annular focal contact 
[0009] c. Carry out superposition adhesion of the inside of the 2nd continuation web 
which assembles to said inside of said 1st continuation web, and moves to a station, 
and constitute a continuation compound web. 

[0010] d. After this production process, a portion between each intersection which 
said 1st and 2nd continuation elastic member adjoins is cut, and shrink this portion 
until it finishes a production process of said c. 

[001 1] e. Fold up said continuation compound web to two through the length 
direction center line. 

[0012] f. Excise said continuation compound web portion located inside each annular 
region formed by said 1st and 2nd continuation elastic member pasted up along with 
said annular focal contact and this in either of the production processes of a 
publication in said c or e term, and form notching for leg holes. 

[0013] g. While crossing said fo!ded-up continuation compound web crosswise [ the ], 
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prepare a band-like seal region between a center section of said notching for leg 
holes, and one side edge of said compound web equivalent to a waist line, and 
constitute continuation trousers. 

[0014] h. Deal in trousers of each [ dividing said continuation trousers crosswise / 
of these continuation trousers / so that it may be divided into two in the length 
direction of said continuation compound web in said band-like seal region ]. 
[0015] In a desirable example, a following production process and a following matter 
are included further. 

[0016] Prepare band-like focal contact before a production process of said c along 
with one [ at least ] inside edges on both sides of said 1st continuation web and the 
2nd continuation web, between inside edges on both sides of said 1st continuation 
web and said 2nd continuation web, introduce the 3rd continuation elastic member 
and paste up along with said band-like focal contact 

[0017] Prepare 2nd annular focal contact which agrees with said annular focal 
contact in an inside of said 1st continuation web before a production process of said 
c, and paste up said 2nd annular focal contact on said 1st and 2nd continuation 
elastic member pasted up on said 1 st annular focal contact at a production process 
of said c. 

[0018] Arrange a sandglass mold absorptivity core between said annular focal 

contact which adjoins before piling up said 1st and 2nd continuation web. 

[0019] Use a fiber nonwoven fabric as what is at least one side of said 1st and 2nd 

continuation web, and forms an inside of trousers. 

[0020] 

[Example] It is as follows when the example of this invention method is explained 
with reference to a drawing. 

[0021] Drawing 1 shows the assembly perspective diagram of the disposable 
trousers manufactured by this invention method. Trousers 1 contain the waist hole 2, 
the leg hole 3 of a pair, and the elastic members 4 and 5 that have equipped along 
with these ****, respectively and make flexible gathers. 

[0022] Drawing 2 shows the decomposition perspective diagram of said trousers 1. 
Trousers 1 consist of the top sheet 6 and backseat 7 which were formed with the 
fiber nonwoven fabric which can be expanded and contracted in all directions, 
respectively, an absorptivity core 8 of the shape of a mat which intervenes among 
these, and said elastic members 4 and 5. The top sheet 6 and the backseat 7 have 
Cavities 13a and 13b on both sides. A core 8 also has a cavity 10 on both sides, and 
is making the so-called sandglass mold. The core 8 is formed considering fluff pulp 
as a principal member. The elastic member 4 is attached in those width possible 
[ telescopic motion ] through the after-mentioned adhesives among the waist 
portions 1 1 and 1 2 of the top sheet 6 and a backseat 7. The elastic member 5 
consists of the 1st and part II material 5A and 5B. These members 5A and 5B 
consist of three thread-like rubber, respectively, have intersection 5a and both 
extension section 5b, and are being fixed between the top sheet 6 and the backseat 
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7. 

[0023] Drawing 3 shows the schematic diagram of the equipment which 
manufactures said trousers 1. The continuation web 27 which is the material of said 
backseat 7 is led to the adhesives spreading section 102 which consists of rollers 
102a, 102b, and 102c through guide-idler 100 group and the crosswise stress roller 
101 to this web. in the spreading section 102, as shown in drawing 4 (A), hot melt 
adhesive is applied in the length direction of a web 27 at intervals of predetermined 
in the central region — having — the cross direction of a web 27 — **** — focal 
contact 30a elliptical [ long ] is prepared. Furthermore, a web 27 is led to the 
rotating drum 106 in the assembly station 105 through the crosswise stress roller 
103 to these, and the pinching roller 104. 

[0024] On the other hand, it is the material of said elastic members 5A and 5B r and 
three continuation elastic members 25A and 25B are led to the traverse means 
108,109, respectively, being extended by the necessary scale factor with the **** 
roller 107. 

[0025] In drawing 6 and drawing 7 The outline perspective diagram and cross section 
of a device of the traverse means 108,109 are shown. The traverse means 108,109 
contains this, the support cylinder 110,111 which attends parallel, the sleeve lever 
1 12,1 13 inserted in this both support cylinder, and the guidance lever 116,117 
installed by the support piece 1 14,1 15 currently fixed at each tip of these both 
sleeve levers near the pinching roller 104. The sleeve lever 112,113 is controlled by 
the traverse cam (not shown) coordinated with these end faces. The guidance lever 
1 16,1 17 has the guidance hole 1 18,1 19 with which said elastic members 25A and 
25B are inserted in these lower limits. Lower limit of the guidance lever 116,117 
Pinching roller 104 peripheral surface was approached and it has faced. The sleeve 
lever 1 12,1 13 is controlled by said traverse cam so that only the distance between 
the continuous line locations of the guidance lever 116,117 and chain-line locations 
which are shown in drawing 7 moves, respectively. It is arranged at the letter of a 
sign curve, crossing among this [ of this focal contact of the web 27 which can 
prepare said focal contact 30a and moves as the elastic members 25A and 25B 
thinner than the spreading width of face of the adhesives which are inserted in these 
by migration of the migration 116,117 of the sleeve lever 112,113 under this control, 
i.e., a guidance lever, and form said focal contact 30a show drawing 4 (B) / which 
adjoins while meeting a semicircle mostly, respectively ] both focal contact. 
[0026] Drawing 8 controls migration of a sleeve lever 112 and the guidance lever 116, 
and, as for the fragmentary sectional view of the device for transforming a part of 
sign curve which said elastic member 25A draws, and drawing 9 , the plan of the 
deformation condition is shown, respectively. It estranges in the length direction of 
the sleeve lever [ / near the tip of the support cylinder 110 shown in drawing 6 ] 
112, the regulation piece 120,121 inserts in and is fixed, it inserts possible [ sliding], 
the support piece 114 which supports the guidance lever 1 16 is supported by the 
sleeve lever portion between the regulation pieces 120,121, and the sliding rail 122 
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constructed between these regulation levers 112, and the coil spring 123 is infixed 
between the support piece 114 and the regulation piece 120. From the 
immobilization section 124 of a predetermined location, the stopper 125 is formed so 
that it may **** on the side of the support piece 114. Although it is arranged so 
that the sign curve whose elastic member 25A has circle partial 25A' by migration of 
a sleeve lever 112 and the guidance lever 116 may be drawn when such a device is 
not attached to a sleeve lever 112 When shown in drawing 8 by which such a device 
is attached to the sleeve lever 112, bay part 25A" is formed for the sign curve of 
elastic member 25A because the support piece 114 which supports the guidance 
lever 116 collides with a stopper 125. Bay part 25A M is that the support piece 114 
**** for a stopper 125, and shows the location which is having it suspended that the 
guidance lever 116 moves temporarily. Thus, deformation of the sign curve of elastic 
member 25A is made in order to improve wear nature according to the configuration 
of the leg hole 3 of the trousers 1 shown in drawing 1 , and the crotch before a 
wearer. 

[0027] The web 27 by which elastic members 25A and 25B are arranged as 
mentioned above is ****(ed) with the **** roller 104, and this elastic member 
pastes it up on this web. At this time, as shown in drawing 4 (C), with the cutting 
means which partial 25a' of elastic members 25A and 25B which is not located in 
focal contact 30a is not illustrating, it is cut at the both-sides points P1 or P2 
between both intersection 25a, and as it can come, simultaneously is shown in 
drawing 4 (C), partial 25a' contracts namely, carries out a snapback with that 
expanding stress. The cutting edge which carries through mechanically and is carried 
out as a cutting means, and an ultrasonic cutter can be used. 

[0028] Again, in drawing 3 , the continuation web 26 which is the material of said top 
sheet 6 is led to the adhesives spreading section 128 which consists of rollers 128a, 
128b, 128c, and 128d through a guide idler 126 and the crosswise stress roller 127 
to this web. in the spreading section 128, as shown in drawing 4 (D), hot melt 
adhesive is applied in the length direction of a web 26 at intervals of predetermined 
in the central region — having — the cross direction — **** — focal contact 30b 
elliptical [ long ] is prepared. The configuration, the magnitude, and the gap of this 
focal contact 30b are substantially [ as said focal contact 30a ] the same. Focal 
contact 31 of the shape of direct [ which is prolonged from the both sides of focal 
contact 30b to the edges on both sides of a web 26 in a web 26 ] and focal contact 
32 of the shape of direct [ which continues in the length direction along with the 
edges on both sides of a web 26 ] are formed in coincidence by spreading of the hot 
melt adhesive in said spreading section 128. Furthermore, a web 26 is led through 
the crosswise stress roller 129 to between a rotating drum 106 and the **** roller 
130 which opposite-** to this. 

[0029] On the other hand, being extended by the necessary scale factor with the 
**** roller 131, as shown in drawing 4 (E), the continuation elastic member 24 which 
is a material of said elastic member 4 is drawn so that it may be arranged along with 
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focal contact 32 of the edges on both sides of a web 26. 
[0030] Said core 8 of each by which formed beforehand on the porous band 
conveyor 133 which moves in drawing 3 again on the upper surface of the equipment 
1 32 which has a weak suction operation, and the predetermined gap was maintained 
mutual assembles, and it is led to a station 105. A core 8 is arranged at the web 27 
of contiguity both the loop section that is formed in the sandglass mold and formed 
between [ 25a and 25b ] contiguity both focal contact 30a (i.e., elastic members), as 
the chain line shows to drawing 2 and drawing 4 (C). Moreover, a web 26 lays on top 
of the web 27 by which the core 8 has been arranged so that said focal contact 30a 
and 30b may agree. While the loop section of said elastic members 25A and 25B is 
inserted by both focal contact 30a and 30b by this, an elastic member 24 is inserted 
by the edges on both sides of both the webs 26 and 27 by it. Thus, while the 
continuation compound web 28 is formed a core 8 and elastic members 24, 25A, and 
25B being put among webs 26 and 27, and ****(ing) between a rotating drum 106 
and the press roller 130, a core 8 and elastic members 24, 25A, and 25B are fixed in 
a web 28. 

[0031] It is pressurized in the die pressing section 137 which consists of a band 
conveyor 135 which moves on the upper surface of a cradle 134, and a press roller 
136, and the core 8 in the compound web 28 is heat (or Sonique). It is led to the 
seal roller 1 38. The compound web 28 is about the direct-like portion 22 prolonged 
to each side edge of the compound web 28 from the ellipse-like region 21 between 
the adjoining cores 8 which are shown in drawing 5 (A), and its both sides. The 
degree which is not not much stiffened with the heat-sealing roller 138 heat seals. 
However, this production process is not necessarily required. 

[0032] Thus, the processed compound web 28 is that center-section part 21' which 
it is led to the roll cutter 140 through a guide idler 139, and is shown with the slash 
of the ellipse-like region 21 is excised, and the notch 23 for leg holes is formed. 
Center^section part 21 ' is a part of webs 26 and 27 located inside the annular region 
formed by the elastic members 25A and 25B pasted up on focal contact 30a and 30b 
and these. 

[0033] The compound web 28 in which the notch 23 was formed is folded up through 
a guide idler 141, and is led to a means 142. Although the structure of the folding 
means 142 is not illustrated, in manufacturing installations, such as a disposable 
diaper and a sanitary napkin, you may be well-known structure. The compound web 
28 is folded up by two as shown in drawing 5 (B) along with the length direction 
center line 34 shown in drawing 5 (A) with the folding means 1 42. 
[0034] The compound web 28 folded up by two is heated, (or Sonique) As it is led to 
the seal roller 143 and shown in drawing 5 (C), it is being able to form a line or the 
band-like heat-sealing region 36 [ near the cutting imaginary line 35 of the both 
sides of each trousers 1 which adjoin with the heat-sealing roller 143 ], and is 
formed in the continuation trousers 29. 

[0035] The continuation trousers 29 are led to the roll cutter 144 through a guide 
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roller 145, and as shown in drawing 5 (C), the trousers 1 of each [ being divided in 
the heat-sealing region 36 along with the cutting imaginary line 35 one by one ] are 
obtained. Each trousers 1 are packaging processes (not shown) with a band 
conveyor 146. It is transported. 

[0036] What is necessary is to use a liquid permeability web for said continuation 
web 27 which is the material of said backseat 7, and just to join an elasticity web to 
the central area of a web 27 preferably to make this central area to liquid 
impermeability, before arranging said elastic members 25A and 25B f liquid 
impermeable webs, such as plastic film, and in order that said core 8 may prevent at 
least the leakage of the body fluid from a central area which at least fortune-telling 
makes this backseat. In this case, in drawing 3 , hot melt adhesive is applied to the 
central area of a web 27 in the shape of dispersion with the pressure-welding roller 
147 and the spreading roller 148 which opposite-**, and the liquid impermeable 
continuation web 40 is joined by this central area. Therefore, adhesives spreading by 
said spreading section 102 which can be set in this case, and arrangement of elastic 
members 25A and 25B will be made by a part of web 40 and said a part of web 27. 
[0037] The plastic film with which the direction in every direction and the thing 
which super-absorptivity polymer powder was mixed for the lateral elasticity 
nonwoven fabric by said core 8 at fluff pulp, and was fabricated discover elasticity to 
said elastic members 24, 25A, and 25B at least by the nature of the shape of the 
shape of thread and a tape, synthetic rubber, or heat treatment is preferably used 
for said webs 26 and 27 suitably, respectively. Said core 8 may not be used for 
these trousers depending on the use of the trousers manufactured. 
[0038] In addition, the production process which excises partial 21' of said 
compound web 28 in order to form said notch 23 for leg holes may be changed to 
the production process in drawing 5 (A), and may be a production process in drawing 
5 (B). Moreover, focal contact 30a, 30b, 31, and 32 shown in drawing 4 (A) thru/or 
drawing 4 (E) applies adhesives continuously all over those regions, and also may be 
the spiral lines of much points, intermittent lines, and large number etc. 
[0039] 

[Effect of the Invention] As mentioned above according to this invention method, it 
estranges in the length direction of a continuation web, and it is the size of a 
continuation elastic member, (width of face) By preparing annular focal contact with 
wide band-like adhesives spreading width of face, and pasting up a continuation 
elastic member along with this annular focal contact Since the elastic member for 
leg holes is arranged, even when at least one side of both the continuation web is a 
fiber nonwoven fabric, it can hold stably and certainly, without making a continuation 
elastic member protrude from annular focal contact, or carrying out displacement. 
Such an effect prepares annular focal contact and agreeing annular focal contact in 
another continuation web, and improves further by carrying out ** arrival by these 
annular focal contact. 

[0040] Since annular focal contact is prepared in a continuation web and adhesives 



H06-1 97925 



12 



are not directly applied to a continuation elastic member, the problem which the 
conventional technology accompanying applying directly such mentioned already has 
is removable. 

[0041] Since the portion between each intersection which both the continuation 
elastic member adjoins, i.e., the portion located in the length-from-the-crotch-to- 
the-cuff area of each trousers, is cut and this portion is shrunk, an elastic member 
does not lie in this length-from-iJie-crotch— to-the-cuff area. Therefore, even when 
the nonwoven fabric which has light transmission nature comparatively as a 
continuation web which forms the external surface of trousers is used, it can abolish 
the non-appearance of being seen through that an elastic member lies to a length- 
fro m-th e -c rote h -to~th e -c uff area. 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] The completion perspective diagram of the disposable trousers which 

should be manufactured by this invention method. 

[Drawing 2] The decomposition perspective diagram of said trousers. 

[Drawing 3] The schematic diagram of the equipment for manufacturing said 

trousers. 

[Drawing 4] Drawing 4 (A) - drawing 4 (E) are the part plan showing the assembly 
process of said trousers. 

[Drawing 5] Drawing 5 CA) - Drawing 5 (C) is the part plan showing the assembly 
process of said trousers. 

[Drawing 6] The partial expansion perspective diagram of the traverse means in said 
equipment 

[Drawing 7] The fragmentary sectional view of said traverse means. 

[Drawing 8] The cross section showing the traverse deformation device in said 

traverse means. 
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[Drawing 9] The arrangement plan of the elastic member made to deform by said 

traverse deformation device. 

[Description of Notations] 

1 Trousers 

2Y Excision portion 

23 Notch 

24, 25A, 25B Elastic member 
25a Intersection 
25a' portion 
26 27 Web 

28 Compound Web 

29 Continuation Trousers 
30a, 30b Annular focal contact 
32 Band-like Focal Contact 
36 Seal Region 



[Translation done.] 



(19)B#HI§§frr (JP) (12) 32fc 4# ft^ 43t (A) (11)#§MJBI&BB#^ 

#^¥6- 197925 



(43)3>PflB ^6^(1994) 7^ 19 B 



(51)IntCL* 




1!? ¥ 

F I 




A 6 1 F 13/15 








A 4 1 B 13/04 


2119— 3B 








01 t r> on 

21 19— 3B 


A 4 1 B 


13/ 02 S 

: 








Itl* W3«*0|s5 (:£ 11 M) 


(21)ii}ffi#^ 


#^¥3-27992 




000115108 










(22)tbffiB 


^3^0991)1^288 




s^m;ii2iEm^^iBrT«-i82#ia 
















g^m#?HSirr«iB5r23o 
























ttB9 








#Jlll^ffi : ^mj&^BI5Ee200- 2 
















gjgmjn^irm^BaBx¥EBz,385- i - 3 
















^SS»^=J&T&*^}garr2605- 1 






(74)ftSA 





(54) [&wo*f&a &^mxj<>y(»M&%ik 



(57) (teiEW) 

a«l'>x^2 7<Drtffi«:^©S3^l6j'v.rai>g 
£fel>TIStftCg»aj£f£*&U ^*l6&«i£3 OaK 

& o xmm s n * £ *> «c-y -f > * - ^tt(c— *f© wia o 

JB<Dffi&5¥t48»*2 5 A. 2 5B4h7/<-^g^ 

■frntcm-xvim-r s c t tc <t o . 9 1 



GO 




CD) 




2Sa 25a 



a. 

^*^fiS-r-s^o^««^i^4iJ; d i>m<.>m 1 *s 

c . wmm i x ^©MiErtffiKiH^-cx ^- ^ 
-cmm.s v x ^ts^-r set. 

e . mm&m&^v i^fcgs o t 
m i *$ j: t«& 2 a^sittsm -cj^fiS s n?dB * ©sirens 

^ w xeffl^-r Mtea^ ■> x 7<D-®m t ©Battel* 

ot«f)S*SH f«^(iagl^i^«!:B!rS02 
0 1 te<fc^2a£^5*tt^tt{CBirS^2^ttS«^«r« 

in^mA j mriBj& i *sj:^2 a^x^s**^ 



^¥6- 1 97 92 5 
2 

10 00 1 ] 

[g3Lh©#M»U] *2S9!tt. ^l^r^^>'>CCH 
U 3 6«c»L<tt» rtZsVM*J±-y. ifliE/Bhu-x 

[0002] 

^*j^L/«fc^<fr-5^s] fit*, c 

<Dm<D^yy(DWmjj&t LTtt. 4$P3BS5 7-7 7 3 
0 4*5^00^635 7-1 1 7 6 0 2K:*D6ftT:i>£*> 
©#&S„ ttlh<D&ffi\Z. ?it4gPt*5r^>^©^xx 

on,*-*,. 

[0003] ^O^^^^X^^a^^JcSjgL. 

mm&mticmmi*mts uitimx-mmv x ? 

[0004] m$Kti> V s> ^#-;Uc?&:b-l±&-<< 

»«-€-©«Rffifpfflt?a^t^{cK6 ^ i-r-sefeisi^ 

0. ^-©/ci&^StiS^^^x^ef^gBfii^^fi 

mfivsr-rzt i*>Kh ^>»^-x^©©-e©jiia^s-* 

[0005] *^©S?t4BW». ->x^©U 9 
-^«r}gfiS-r^#^^a5fi«:5¥tt^«©*3 ( i@) j;r) 

[0006] 

©*^*S«. ^©Xg^^tf. 
[0 00 7] a. ffl*35rCX^-^a>^aWS»l 
JlfiK^x ^©rt M**iSK:^©g$^|Sj^@tlS ITIK 



(3) 

3 

[0008] b . Buiesr i x-yomzftWP&W 
i>m^m i is£vm2mmm&mt*mttmc> u*>*> 

ifi-omm 2 mm&f$ttz m&mvmmm<z>m n © 
immm< l ciQt>-e-c*ti?tizmm'r2> t 4 mm 
i to£vm2mmm&m4z®m?z>Wiwzmmmm(D 

[0009] c . MIBIS 1 O^-f XT'CDBUlBF'iffiSClfi* 

ire?.?--; >a >^®m-?zm2mmv*7<Df*iM$:m 

[0 0 10] d. ffi§Zc(DXm%&%.Z£T?<Ofgl£tcte 

mxmom. msemi*sJ:zfm2mmm&mt(Dmm-? 

4„ 

[0 0 1 1 ] e. m%Z3mm&V*7Z*:<D&3JftiJtp 
>iM*ft b X ~ ojcJt K> St? C 4 „ 
[0012] f . «tr§B3Stt^«m6cx«:cntc7Sor 20 

" wffB c e 3S{CiB«g©Xg©^-rn*>iCte(,i 

[0013] g. jftlBSTOgAte^^^x^fc-e-© 
iH^lSj^SISJ* 4 4 €>«CmflBU v #&-)\>mWWO I P * 
354 -5X* h?^>K^?sm!iR£9x?<D-M* 
4©|g&£^i^>-JWi&£l&WT^^->y £*tjaTrs c 
4. 

[0014] h . BuaS^-'<>^5rB5rlB : ^«^--'H^«C 30 
*iC»rBufBii^tt^ 1 ?x^©S3^lal«:-»3n.5 J: 5 
icmMgiJ-i > S» ©$I^F(SJ«C^-»r-r SCi X® *©/<>> 

[0015] L.t>*&S09K:*avctt v 3 6tc;^©x 

[ooi6] mwLcvTmmK.mi'mimmvx.zfis 
£&m2 x.-7oyptn < 4 fc-s:ortii«f9 
-oxmRmmmzwM, M&mnmyx7tm&m2 

Kbxm^mmtmc^^x^mtmt. 40 

[0017] UiBc ©XSI?«C V fuiBlfi 1 w&o*--r<n 

W,. SaiE c ©ig-ciJfBJfJ 1 ^«S«««cS«Lfc|!riB 
SI 1 «fc C«B 2 a^5¥ttgW{CmfiBSI 2 attStflgfeS 

«-rsc4. 

[ 0 0 1 8 ] me* 1 *sJ:C?»2aM^i^ffl<a^# 
Sfr{cBI«^SiufBIS«S«JS©ra{c6J>I^H'^®iRtt3 

[0 0 1 9] iflfBJSl:teJ:tf|g2iii8?x^©^&< 4 

tt&r>xrt>v<Dpm*mtf&z>i><Dti,xwm so 



«fP§¥6- 1 9 7 9 2 5 

I 

[0020] 

[SUM] *!B9!*ft©*iiCT*SiM 
[002 i]i i-tt. *aw*j9Srw&r*fi6i»»r^-« 

[002 2]@2tt, B8lB^>^ 1 ©»»i4ta04^ 

ti&f&Ztlft h »:/5/- h 6te«t^<5» h 7 4. 
Cft&©fi8«C/H3rt-&'?? h«©©iRtt3T8i, tulB 
S¥t*Sf$t4. 5i*64otl,>4. h *^>-h6*5j: 
Vrt -,?*s-bl WflNtcHfl^SB 13a. 13b*W 
VXi>2>. 3T 8 fcPUBJfCEI^SP 1 0£?TL. 

4t/TJ&S3ttT<,>£. 3M£»**4tt. hy^-hB 
4A- >: ?i— -h74©-}xxhgfrJH 1. 1 2MKI 
fBS«S>J*^Ur^n ^CDtt^MMTPTttCCK Dff»6n 
Tt»5. ?*ttSPM5«» fln*.J:ttiff2Sttr5A. 5B 
*>6ftoTVS. cn6SW5A, 5B«. ^Mtl3 
*©^tt=fA36>6«:o-rc^T. 2i^35a^, FiMIUSB 

[00'23]H3tt, ffii'i>V 1 *i£§-r-5$Sg©f« 

bbs™?. ma/i? h 7©^trr*5ass^x 

^2 7(i, tf-f Kn-^ l OOgfi. tt9x:/fc*tt-& - 
*I#|6jSS5gu-7 1 0 1 b*ftbX. P— 7 10 2a. 
10 2b. 102 c 1 0 2^m*» 

ft*. S&SS&l 0 2KM9l>Ttt. 04 (A) «C^-TJ:^ 

K. -J»x^2 7 <D&2tt^&mmx*<D>p£mc* 

f h>^hS®«SU4^3tir'>x^2 7©H^lS|^ 
•?> vgt»ttnj^K©S«^3 0 a*J|9:WP>n-&„ 3 P. 
tci -)i^2 7». Cti6«:^-r^iii^iSi5R5Sp-7l 

0 3 i, i«}ta"5 1 0 4 t&ftL.x. fi^fitrx^- 

[0 02 4]-*. B?^S*ttSPM5A. 5B©^*tt?* 
or-€-n^n3*©S«B¥t4Si5«2 5A. 2 5BIJ, ?| 
1 O7T0?S^«:@<*3nft*!<&. 
108.109 

[0 02 5] S6*»J:i^07«:tt F?A-^f«io 

8. 1 0 9<mm<DWtmm®isj:vmMmi7ji-?. h 

5^#R1 0 8. 10 9«. t^FO-7l0 4©£ 

arccft&JHTtcRKrs&eri 10. mi. mmm 

^©(CjfAStirC^SKffl 12. 1134. ^[p|@ 
SW©-eft^ft©5t^BS3ftTt>£3a$>t-l 14. 

1 1 5-CSi83tirt»-5SgfWl 16.1 17 4*^ 

w*. esSfffi 12.1 i3«cn6©sjg{cass 



5 

3„ S&*tfFl 1 6, 1 1 7BCil6©T^«CB!riB5ittiSP 
#2 5 A. 2 5B#JfjI3ftSSlil*}?Ll 1 8. 1 194 
WUTOS. ISSlWl 16.11 7©Tffi« 

5 1 0 4mwtcfim oxmAKi**. mmki 12. 1 

1 3am7<>Cm?mt*}ftl 1 6. l l 7©Hg!{ag<!:tl[ 
&Xffl®$tiX\,>2>„ CCD&fflTtCisVZia 

mfti 12.11 3©^a. -r^to^^rtff 1 1 6. 1 
1 7 ©*?®-c. cne.K:#3i3h. Btria«»«3 0 a * 

E^-f £JS#?|iJ©S£tfJi?8J: 0 «>*IC>5$ttSW*2 5 a. 2 
5B#. 04 (B) CC^-fiStC. Bttf3&»^3 0 a £ 

taw hinx®m?z> Q 1^27 ©SEJ£g«©«tf^{c 
UlfihV4Zsi3~7W<c&m.Zti2><ii'?K.U-?x\.*Z>. 

[ 0 0 2 6 ] 08 maff 1 1 2*s£z?mmfr 1 1 6 

<D&»ZMWUX, mffSittSW*2 5A*sSS<^-f>* 
-^©-^£^^SfcS>©tS1S©Sfc9-»rM0, 09 

1 OOft^ftiefettSSttPFFl 1 2©S3:£ 

ftjcsttlf o-t«$fl#i 20, 1 2 i^#iii/r@S3 

*V SfiJK" 12 0,121 ©^©SSfiffSB^iW^JflF 
1 1 2<Dffll,cm&2tlX^2>m$bU-)l'l 2 2<tK:Sgrt 
If 1 1 6 £33#T£3tJ3Ji- 1 1 4*sSS6oJtg«:JfAL-C 

*:/'J>^l 2 3*i^-S$tirt>-S. 3f«fig©^FS&gP 
12 4*e,tC^frl 1 4©ffiOffi{C®^SJ:^K:x h 

v^- 1 2 5*si9:w?.n-ci^. -e^ uK.®m&mmff 

1 1 2tc#g:3nri>J5:^^K:«. MSMfi 1 24sJ: 

ogtrtt? 1 1 6<D&mx$mmt2 5 A*ip3a.gp^2 5 

A' *«T£tM>#-:/£ffi<<fc5{Cl2M;**iS**. 
^5l/M8t?t#iIS&fiFi 1 2Kttfg:i*ft-c<,>S08K:^ 
iTifi^tctt. gilWl 1 6 43m-r*3m>tl 1 4***. 

h v a- 1 2 5 icmmr s cit, s*ttsw 2 5 a©-? 

-r^-^aifigge^SA' * 3W&i£<*tt*<fc5K:fc 
■oTl^. Bi8B|S#2 5A' • B^>tl 14*SXh* 

^- 1 2 5 tcmm-r z> cit?, igrttF 1 1 6 tfi—tmic 

&mt2 5 A©1f-f >*-^©^«. 0 1 iCjjtt'O 

yi ©u * v*~)\,z*£z^m^mw&o>mmc<gi 

[0 02 7] io»©J:5«Ci!PteS»*2 5A. 2 5 B**E 
gSntl^-?i^2 7»»EBEn-^ 1 0 4r»5JE3n 

r. ms&miifigiv^iztmztiz. c©£#. 0 

4 (C) (CmT«t^K:. %m&3 OaK:&aLTt,»fct,> 
5M£SW*2 5A. 2 5B©8ft5*2 5a' **. 0inl<-C£c 
CM»8t#&iCj: FB5EHSS2 5 a©S©PSm*Pl* 

A:«P2 xwmzti. cntmmic. 04 (o k^-t 
*>*>. xtvzf^v mm^mtcxit. tmttj 



- 1 9 7 9 2 5 

6 

[0 02 8] m&. 03(C;tet,>T, SflIB h * h 6 

©fStt*-C£>Sj$^x:/2 6«. i3AYKi-"? 126 

^E-fxT-tc^^iIi^SISSa-^l 27i4^l/ 
T. P-7l28a, 128b. 128c. 128d* 

htihwgmm®i> i 2 8 ^*tis„ m&u 1 2 8 k 
ut»rw. 04 (D) eciK-rj:5tc. ^x^2 6©S3 
^iSj^M^rapg-c-e©* ^(c* * h y ;u h^S^SO* 
iffisn-c-e©^^ * suffiRjgtt©s««3 0 
10 bwi&viitiz. cwaobWf^^ -fa 

Pi«fjiB»^3 0 a iH«W«CPD-C*5. ^«C. 
■)i^2 6(C«. «««3 0 b©MWJ*^-?x^2 6© 

mtim^mvz u£ts©««ig 3ii, ^ x ^ 2 6 <omm 
m&fe^x*<DM$x\!Q'>>.8M-rz>mM<c>mmm3 2 <t 

tfiiirfB^fjjSB 1 2 8 -c©#.? h A A, bm^MDM^X 

-7i2 9«M,t, @^f- 5Ai 0 6±cntt*Hrr 

[0029] — b« leiittsw 4 (r>mtx& z mm 
20 ssw2 4 tt. ?isip-7 1 3 1 xmmfemicm*2ti 

tlifih* 04 (E) {C*-r«fc^{C % -i>x^2 6©MffiJig 
©«S1^3 2«c^9o-ciBg5ti*J:^«:^n-5 < , 
[0 03 0]«tf. 03(C*$^T. ^-^^^a^ftffl 

s^s 1 3 2 <D±m&&m-rz>&n&'<Ji 

-<T 1 3 3-C^»^L£C^«:3f^ra|ll*«A:-e6nfc 
<l^©l?IB3T8*S«i*S:-r^^— >a>l 0 5^* 
37 81^ 02*J«tOf04 (C) KSmxm-TJ: 

^«c. ®>mm&< l cBf$.2tixi>x. mmnimw30a 

©ra. -Tfefc^. 5*ttSPM2 5a. 2 5 bX&l&ZtlZ 
30 |gg»l-^0')xy2 7{ClB^3tl-5. 37 
83&Jffig3tiife^x^'2 7«:« > B«fBS«^3 0a. 3 
0b*^S:-r5J:^{C"?x^ , 2 6*m.t*&Hl3tl2>. C 
ftKiot, ffiifJS3 0a. 3 0bt?l5^5*t*gP*J2 
5 A. 2bB<0)V~^W)m^^tl^>tth\C.m^ 
1^2 8. 2 7 ©Mffl!l«T»S^« 2 4 n 
S. C©«fc^«C. -)x^2 6. 2 7©ra{Cnr 8<t»S 
ge«2 4. 2 5 A. 2 5B<h#«#3i*4rC@!SK^A 
1 0 6 <bffBEB-^ 1 3 0 t<Dmx&&.Ztil3;i»h : m& 
a^x^2 8*^fig^tlii<!:*>{C. V*12S?ll<C 
40 3T8i5itta5«2 4, 2 5A. 2 5Bi*»iS3tl 

[003 1 ] ffi^9x:72 8tfi©nT8B. SW^l 3 
4 ©_h® F =i>-ct 135i, Jfffn- 

?\36tis>p>i3:2>mm\3ix-mmztx. t-K 

fx^2 8tt. 05 (A) K^-rK«-rS3T8©ra© 
tfPH#£2 l*$J:^©|?fflKP6a^x^2 8©SfflI 
jg^SCfiiS«gft»2 2* t- h^-JUa-^ 1 3 8 

50 0; COIgtt^fOi^TiJft^. 



7 

[0 03 2] C<D£'>K.tmZtiKM^x--72 8tt*7 
A FP-7 1 3 9^iTD- Jlx^ 5f £ — 1 4 O^&ifitl 

xmv\&®2i<Dmnxm-?*p&$m2\' 

l/»^-Jl'ffi»:2 3*M3nS. 
g&#2 1' l)$t^3 0a, 3 0biJ<tj;c:ne>(Clf 

[0033] ^233fti^fiR?n/eiffl^>i7X^2 8 ItifJ 
KD-5 1 4 1 £*rcST*):g#^ai 4 2^n4„ 

*fog*#©i 4 2<o^ii»@^Lr^^*s. m>mx 

imx&-,xt>J:\,K S^Ci^2 8tt. JfDM*^© 
14 2T05 (A) «C^-ffiS#|nJ4M>iia3 4tC?S-sT 

05 (B) (C^T<fc5CC--o(cSf»)S$n.5. 
[0 034] -oKJfrD#£ttfcffl^x:7-28te, b 

-h ($fc«y-5?) l 4 3^a>ft. 

05 (C) «C^f J:-5'K. t-Fi/-;H3-7l43T 

P»-r-5<i^©^>^ 1 ©p3fflJ©«J»HE©i!g3 5<D&m 

[o 03 5 ] mm>t>y2 9». ^o-^hs^s 

Tci-^*f 2-1 4 4'Nzg#>n. 05 (C) {C^T<fc 
«jK<K®a3 5{c)ili^?Sorfc-h>'-;Hg{3 6 
Icls^XftiSiZtiZCtxm* 1 # 3.6ft*,, 

ffl<r©^>71«, ^UhrJV^Tl 4 6 -caftDg ( 

[003 6] SME>t y ? is- h 7 ©««-C*S8?lffiSM 
>?x^2 7{cjg^Stt^x^ffil>, 4>ft< ifcliiB^ 

Sr. mrfB?¥14Si$*t2 5A. 2 5B£Eg-fSJ«ii5K:. « 
^•TtXtfiO. C©*§£\ 03CC*rt>-C. ^X^2 7© 
tf*®^tcBESO-^ 1 4 7 <£*Mrr£i£:ffin— 5 1 4 

8-e*? hM«*^^£ttK§&Si*ft. a** 

ot, C©it£CCteWSjii|fE§£^m 0 2fc<fc£|g«»l 
l£toteJ:tfSM4S»*2 5A. 2 5B©Sgttfi^4 0 
©-«&#<!: iJIBtfx^ 7©— SSiK:«c3n-5Ci«:nc 

[0 03 7] I5IB'5X^2 6, 2 7tCtt#$L< t**ffi« 
*FnJ. ii>«:< tfea*|6l^©f*ffitt^SS^*i. otS^T 
8 (C tt 7 5 v 7 ytCStRlRtS ') V- f&jfcWg^ $ 
tltSS^Sftfcfe©^ i3IBS$tt2»f2 4. 2 5 A. 2 
5 BtCttifettfc h< ltf—yVi<D3mi>0< B^^A 

a*, -en-enifstcffli^ns. anear 8 ttss&sft 



(5) fS&a¥6-l 97 92 5 

8 

[003 8] &*J. mffBU f ^*-^ffl^2 3 
■TSA:Ji)K:BiiiB1®^ , ?x72 8©g|J^2 1 ' ^WETT* 
IStt. 05 (A) KfcW£IitItca>x.T05 (B) tC 
fcWSIH-C&oT gfc. 04 (A) fcl>L0 

4 (E) KitMiS3 0a, 3 0 b. 3 1. 3 2B t 

m>& ■ mxmm ■ ^&©i^£&&£^*oTfc,fci\, 

[0039] 

io ^v*7o>&tt\ftimmhxmm®mt<D±z 
c©s«g«JiS«c?&o-cai^?*^gw«rS«-r^£: 

20 [oo4o] mvmmmsim o x yuzim . 

[004 1 ] W^^14SBtt©IP?jg-<rS£3£M§B©ia© 
SKX -Tftfc)^. ©;<>•;> ©JgTIXi^fcG^-rsSB 

&f£?zmm?*7'± oximm^m.m<o$>i^ms 

30 £<Di>mmZtlZtt.>'?*&m&l3:<?C±&X'£?>. 

[0 1 ] xmiijmxwMT^s&itmxj^yom&i 

[02] Bflie^>^©^fis#^m0. 

[03] mm^ > ^ *K@-r s yta&©^g© ws0. 

[04] 04 (A) -04 (E) IJiB/O^©®* 

[05] 05 (A) - 05 (C) «. t98B/t>^©a 
^•Ciag*^Tgft9'^®0. 
40 [06 ] sri^g*«:*jw^ h ^^-x#©©gft»feA: 
I4«0. 

[07 ] h ^^-^*S©a$»»rffi0. 

[08] b?ib h ^^-^#©«c*jtt* f ?'*-x$g&m 

«4jn-rfKS0. 

[09] l?i3h^f-^^««-CS!^§-l±4?lilt4a5W 
©ffig¥S0. 
[^©SiW] 

2 1 ' tBi&asfl- 

50 23 ^ 



9 

2 4. 25 A. 25B SiftgBtt 
25 a 

2 5a' Sfcfr 

2 6. 2 7 

2 8 S^^x^ 



[HI] 




(6) HW6- 1 97925 

10 

*29 

3 0a. 30b mmm® 

3 2 ?f?«^lS 

3 6 ->~)vm 



CD 

[02] CO 




[03] 



(8) 



6-1 97925 



[06] 



[07] 




106 104 



[08] 





i^mmiE i ] 

imm<Dtgm*zmn 
mm. 

02] ute^ > s» ©#»£fia0. 

[03] S5IB^>y£t^T*fc^3^©IPS0. 
[04] 04 (A) ~04 (C) B. SSffi'O'X&ffl* 
SE"C®g*^-rSP»¥ffi0. - 
[ 05 ] 05 (A) , (B) it. 04 (C) CGfeKi 



[06] 06. (A) ~ 16 (C) tt, V<DM 

[07.J loi^gfKtews f 5'*-x^&<mfmx 



[ 08.] buib h ^^-^mosa^mmm. 

[09.] UiBh?^-X#e{C*JWS Y^rt-TJgim, 

[0io] boib h ^^-x^«««-c^3-&^an4aj 

W©BBg^ffi0. 
[flMKDl&W] 
1 

2 1 • mmsm 
2 3 ®x 

2 4. 2 5 A. 2 5B 5$i4gfl* 
2 5a 3£H8& 



C9> 



*SI3¥6- 1 97 9 25 



2 5 a' 

26. 27 

2 8 i^'Ji^ 

2 9 

3 0a. 3 0b Stflg^ 
3 2 



* 3 6 ^-;H$ 
[*^ffiiE2] 

[«IE?;&] §£M 



[01] 



[02] 



[08 ] 






[03] 



mmW-G- 1 97 92 5 




*Sgg¥6- 1 9 7 9 2 5 



[07] [09] 




